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ting faces as indicated at 29 and 30 to permit 
the teeth to be set, when the final cutS are made 
by the punch 3[ which coactS With theSe dieS. 
This punch may be Supported and actuated in 
any well known manner, being Shown aS mounted 
in a tool or punch holder 32 actuated by a ram 
33 which is Supported and reciprocated in the 
machine tool in any Well known manner. AS 
the sa,w is fed forwardly, the teetha are preSerated 
to the dies 2 and 28 and the reciprocating punch 
3f is Shaped So that Small triangular pieceS aS 
indicated at 34 are sheared from the edges of the 
teeth as best, Shown in F'ig. 3. During this mOWe 
ment, the punch 3 mowes in the oppoSite direc 
tion from the mowement of the punch . Which 
formed the back of the tooth which is being 
Sharpened. 
AS shown in Fig. 3, the punch 3f haS mowed 

in the direction of the arrow 2 opposite to that 
of the arrow . 
corresponding portion of the back of the tooth 
to be rounded as indicated, and the edge 36 to 
be burred and Sharpened So that it; interSects a, 
correspondingly burred and Sharpened' edge on 
the face of the tooth, 'i'his forming of the 'cut 
ting pointS 23 by interSecting Sharpened edgeS 
makes these pointS exceedingly sharp and pro 
wide knife-like and almoSt needle-like cutting 
pointS, Such points being the important; cutting 
elementS of the SaW. The punch or cutting die 
3 when mowing aCrOSS the end of the tooth "aS in 
dicated in Fig. 3 alSO Sets the '' tooth. The 'SaW 
is then rhowed forwardly the distance of a tooth 
to present the next tooth between the dies – 2 
and 28, and the punch 3! is then reciprocated in 
the opposite direction So that the next tooth is 
sharpened and Simultaneously Set, during Such 
mowerment. The Shearing of the tip of this tooth 
causes the rounded edge at the end of the' íOOth 
to be sheared off and the edge is burred or sharp • 
ened adjacent to the tip of the tooth as clearly 
indicated. These operations are repeated until 
all of the teeth haWe been sharpened and Set. 

In operation, the blank for the SaW blade { 
is placed in position in the machine as shown in 
Fig. 4 with its portion which is to receive the first 
cut, between the dies || fi and 12. The punch or 
cutting die !4 is thern actuated to make the first 
cut and the blank is thern fed intermittently by 
the feeding device So that, the punch and die 
mechanism Will cut the SubSequent, teeth, the 
punch being reciprocated a.CroSS the gath of the 
Stock or blade as above described. The blade f]] 
then passes between the dieS 2 and 28, and the 
feed is Such aS to present the teeth in proper poSi 
tion to be a,Cted t1pOn by the punch 3 { Which re 
ciprocates acroSS the path of the saw to cut and 
Set the teeth alternately. 

Tt will also be noted that the teeth may be 
formed in the blank by Suitable forrning tools ahd 
the teeth Subsequently Sharpened by means of the 
Sharpening and setting dewices aboWe described. 
My improwed apparatuS prowides means for 

making SaWS rapidly and also provides means for 
sharpening and Setting the teeth whereby they 
will have keen Cutting pointS or portionS with-- 
out the neceSSity of further OperationS. 
While T ha,We shoWn orme, form of tooth, it Will 

be apparent; that. the teeth may be made of any 
desired shape and sharpened in accordance with 
my improved method. Furthermore, any steel or 
metal Suitable for making SaWS may be utilized, 
but. I prefer to use high carbon steel which will 
be hardened and compreSSed by the cold forging 
incident to the punching and Setting OperationS 
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Such cold forging alSO Serwing to improve the 
teeth whereby they will be more readily hard 
ened by Subsequent hardening OperationS. It 
Will also be noted that the principal partS of the 
SaW which haWe any Walue in cutting are the cut 
ting apexes or pointS On the outer sides of the 
teeth after they have been Set. Sa:WS of this kind 
are often used for only a, short time and therm diS 
carded which makes it particularly desirable to 
manufacture the Same at loW cOSt. 
From this description, it Will be seen that I 

prowide means whereby SaWS of warious kinds may 
be rnade with accurately forrrated teetha which will 
be sharper than those made by preWious methodS, 
and therefore I do not Wish to be limited to the 
particular apparatus or method described except 
aS Set forth in the folloWing claimS. 

IL clain: 
4. The method of rnaaking a, Sa.w which con 

Sists in forrating teeth in a, Strip Of Suitable Stock 
by ra8arnS Of dies arld a, 1’eCiproca,ting punch Which 
ccxactS with the dies and cutS from oppOSite Sides 
of the Stock, and then Sharperming and Setting 
the {{eéíh by means of a, punch and dieS tO She?r' 
of Small portions of the ends of the teetih, the 
puncha engaging With the respective teeth on the 
Sides hawing the edges burred by the first named 
pun{hing operationS. 

2. The process of making SaWs which consistS 
in Subjecting a strip of stock to the action of a 
teeth forming punch and coacting dies whereby 
the edgeS of the portionS of the teeth are Sharp 
ened and compresSéd on the exit Side of the punch 
where they engage with the die and are rounded 
on the entrance Side, and then Sharpening and 
setting the teeth by rmeans of a punch and dies 
Which gut off portions of the teeth hawing Such 
1rounded edges adjacent to the Cutting edge to 
prowide cutting points formaéd by the interSec 
tion of tWO compressed and Sharpened edgeS, and 
Simultaneously bending a, portion of the tooth 
Outwardly to Set the same. 

8. Apparatus for making SaWS consisting of 
tWo dies between Which the Stock is passed, a re 
ciprocating punch coacting With Said dies tO form 
teeth, means for actuating Said punch, means for 
feeding the Stock intermittently, a second pair 
of ... dies for receiwing the Stock With the teeth 
formed therein, Said dies being beWeled on their 
operating faces to permit the teeth to be set, 
a, reciprocating punch coacting with the last; 
named dies and adapted to to cut off Small por 
tionS of the ends of the teeth and Set, the teeth, 
and means for actuating the last named punch, 
the arrangement being Such that the cutting 
points of the teeth are formed by interSecting 
edgeS Which have been burred and Sharpened by 
the dies and punches. 

4. In an apparatuS for Sharpening and Setting 
preWiously formed teeth in Sa.wS, the combination 
of a St1pport, a pair of dieS mounted on said sup 
port between which the Sa.w blade is passed _to 
preSerat the teeth to the dies, a gutting die coact 
ing with the first named dies, means for Support 
ing and actuating the cutting die to cause it to 
reciprpcate past the first named dies and cut off 
the tips of the teeth and simultaneously setting 
the Same, and means for feeding the saw thrOugh 
Said dieS. ~ 

5. The method of making saws from suitabje 
Stock which consist in forning tee#h in the stock 
by meanS of a forming punch coacting With suit 
able dies, the punch · mowing first , in one direc 
tion acroSS the stock and then in the opposite 
direction acroSS the Stock and at each mowernent; 



2,510,462 
5 6 

forming the face of one tooth and the back of am ]RE'ERENCES CI''ED 
adjacent tooth, and finishing the teeth by meanS The folloWing references are of record in the 
of a finishing punch and dies, the finiShing punch file of this patent: 
remowing a portion of the tip of the tooth during 
its mowement in the same direction as the punch UNITED STATES PATENTS 
forming the face of the tooth, the back of the Number 1Name Date 
Same tooth hawing been formed by the forming 1,318.659 GarriSom ----------- Oct. 14, 1919 
punch mowing in the oppOSite direction, thereby 1,631,657 SWeft --------------- June 7, 192 
prowiding Sharpened edgeS Which meet at the 1,968.352 Poeééei ------------- July 31, 1984 
point of the tooth. 10 2,030,225 POeééel ------------ Feb. 11, 1986 

CHARLBS CHRISTENSON. 

  


